VERSION SHOWING CHANGES MADE 

TRANSLATION OF GERMAN PATENT APPLICATI ON 

METHOD AND APPARATUS FOR LASER 
CUTTING SHEET METAL PARTS 

Method and Device for Cutting Out Sh e et Metal BIquJcs 

BACKGROUND OF THE INVENTION 
This invention relates to a method and to a device apparatus for cutting eut 
blanks nr e f e rabl v parts from thm sheet metal by m e ans ofi n a laser cutting machine, 
whie hand the thin sheet metal may be in coiled form. 

The- German Baten tPatent DE 28 35 476 Bl describes a device for feeding a sheet- 
metal strip e fffrom a coil into a metal processing machine such as a punch or stamping 
press, with a coil-carrying reel followed by feed and straightening rollers for the metal 
strip being uncoiled. The metal strip is uncoiled m a^stepwise fashion, gM^its advance 
is controlled by means of a pressure spindle bearing on the strip and by a reel brake 
pressing against the coil direction. In a similar context, German Patent Publication DE 
40 20 839 A4-describes the cuttmg of the uncoiled metal strip into stackable blanks that 
are fed into a pressing tool. Since in _Jn that case^, the sheet- metal strip is placed in a 
pressing die, and p articularlv careful handling of the btank& ^blank's surface does not 
appear to be necessary. 

For cutting sheet- metal blanks from coiled material by means of a laser, ©E 
201 05 804 Ul United States Letters Patent No. 6.563.081 describes the continuous 
unrolling of the coil, straightening the metal strip and feeding the straightened strip 
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underneath and through a bridge e nuoon which bridg e a focusing head is mounted for 
motion crosswise relative to the direction of travel of the metal strip. To permit a 
reverse movement of the strip for the cutting of complex patterns, an intermediate 
compartment allows the strip to sag in a loop when it is retracted from the processing 
platform.-¥he However, the intermediate compartment limits the reverse- movement 
capability of the strip. This constant reciprocal movement of the metal strip on the 
processing platform makes surface scratching of the strip inevitable. There is also a risk 
inrthat, as partly cut blanks move backward, they can dip into the longitudmal channel 
and are either bent out of shape or cause a jam. 

Without identifying the source, BE 201 05 804 Ul United States Letters Patent 
No. 6.563.081 refers to a ^known^ prior- art technique whereb v wherem the metal strip 
is uncoiled in stepwise fashion or the individual blanks are placed on a processing 
platform. In a fixed- head configuration unit. teeth graspgng the strip along its edges 
and guide it under the head by means of articulated arms. Alternatively, the focusing 
head is moved in two axial directions as the metal strip is advanced in ste^?e dstepwise 
fashion and placed on the processing platform. The drawback here is that larger blanks 
protrudi ng which protrude beyond the processing platform cannot be cut, some cut 
blanks are lost, and removing the toxic smoke requires a complex system. 

It is the obiectiv e obiect of this invention to provide a novel m ethod and a 
devie eapparatus for cutting eut-sheet- metal blanks preferably from g^coiled thin metal 
strips that ar e strip which is advanced in stepwise fashion, without any blanks being 
jammed, scratched or lost. 
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According to th e invention, this objective is achieved by means of the functional 
f e atur e s d e scribed in the first pat e nt claim. The s ubclaims describ e other desirable 
design variations of the invention. 

It is also an o bject to provide such a method and apparatus which can be used to 

process separate flat plates. 

An other object is to provide a method and apparatus which is easv to operate 
and adjust for producing different blanks. 

SUMMARY OF THE INVENTION 
It has n ow been found that the foregoing and related objects mav be 
readilv att ained in a method for cutting sheet metal blanks from a coil of thin sheet 
metal which the metal strip is initiallv uncoiled and straightened in the longitudinal 
direction i n a stepwise manner. The metal strip is gripped in a lateral clamping frame 
above a p rocessing platform, following which the clamped metal strip is initiallv cut in 
a cutting p osition to leave onlv residual webs that hold the blanks in the residual strip. 
The metal strip is then moved while still clamped into a de posit ing position above a 
depositing platform, an d the webs are cut to free the blanks. The cut blanks are stacked 
in sorted f ashion on the platform, following which the clamping ele ments are released 
and the cla mping frame is returned to its initial position. The residual metal skeleton is 
conveved from the depositing position for disposal. 

Init iallv. the leading end of the thin metal strip is unrolled from the coil and 
advanced between the clamping elements of the clamping frame in the longitudinal 
direction. The stri p gripped bv the clamping frame is then tensioned in the transverse 
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direction relative to the feed direction, and the supporting processing platform is moved 
upwardlv against the metal strip. After the clamping elements are released following 
the second cutting operation and to initiate the subsequent operation , the released 
clamping elements of the returning clamping frame slide into the cutting position past 
the cut strip and into their home position. 

The metal strip is also advanced bevond the depositing position to PuU-out 
rollers which tension the metal strip in the longitudinal direction. 

Generallv, the cutting steps are effected bv a laser cutting head(s), and the 
initiallv cut metal strip and the cutting head(s) are moved into the depositing position 
where the cutting head(s) that performed the initial cuttin g sever the remaining webs. 

Pre ferablv. the cutting head(s) is/are guided along a curved path in noncritical 
locations in terms of the dimensional stabilitv of the blank concerned to sever the webs 
that hold the blanks in the metal strip. The clamping frame holding the metal strip, and 
the emptv clamping frame, is moved into the depositing position and back to the cutting 
position b v means of cams that are connected to a guide svstem for t he cutting head^sV 

The method and apparatus can be adapted to process separate plates bv placing 
the plates on the processing platform where it is gripped in the clamping frame, 
following which it is processed in substantiallv the same manner as the metal strip. 

The cutting apparatus for cutting the sheet metal blanks from a coil of thin sheet 
metal comprises a reel for holding a coil of sheet metal and a strip straightening and 
alignment unit. The cutting machine has a cutting head, a cutting platform and a 
depositin g platform. Pull-out rollers are provided on the downstream side of the cutting 

PLC/1234/l/@47860^^vl 
09m2S/03-HRT/ 
PLC/27626/801/64881 Ivl 
09/25/03-HRT/ 



apparatus to duU the strip through the apparatus, and a strip disposal unit collects the 
residual metal strip. 

The cutting machine has a worktable in the cutting position equipped with a 
suction device and supporting a processing platform for supporting the uncoiled metal 
strip. An elevating t able is located in the depositing position and supports the 
depositing platform. The elevating table is lowered to adapt to the deposited blanks. A 
clamping frame grips the metal strip, tensions it and holds it in the transverse direction 
relative to its travel direction. The clamping frame is reciprocable between the cutting 
position and the depositing position. 

Desirablv. the clamping elements on the clampi ng frame can be mov ed relative 
to each other bv means of compressed air-operated inflatable tubes and that, in the 
transverse direction relative to its travel direction the clamping frame can be clamped 
bv compressed air cvlinders within a finite range. The depositing platform mav include 
receptacles for receiving the blanks, it mav include a convevor svstem for transporting 
the blanks emanating from the cutting machine. 

Convenientlv. the cutting head is reciprocable between the cutting position and 
the depositing position, bv a cam driven bv the cutting head during its movement and 
engaging the clamping frame to effect its movement. The clamping frame is connected 
to a positional measuring svstem that detects deviations from a setpoint position and 
corrects a positional control for the cutting headfs) for proper alignment of the cutting 
head with the strip after its movement from the cutting position to the depositing 
position. 
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In the method for cuttmg out sheet- metal blanks from a coiled thin metal strip 
or from metal plates placed on a processing platform, the process begins with a 
clamping frame, located on the side of the metal strip, grasoi ng gripping the strip above 
the processing platform and clamping i t down in a cutting position. On that platform the 
blanks are cut eut-to the point where only thin webs, preferably located in noncritical 
places in terms of dimensional stability of the blank concerned, hold the blanks together 
in the strip. While still clamped-down, the blank thus precut is moved to a point above 
a depositing platform next to the cutting platform. There, in a second operation, the 
webs are cut, allowing the blanks to drop eu^e ffrom the remaining strip for collection 
on the depositing platform. As the process is repeated, it is in that sam e position that 
identical blanks are cut out and stacked in the same position on the depositing platform. 
The depositing platform is lowered in adaptatio n and is adap ted to the thickness of the 
sheet metal. The remaining skeleton strip is advanced eu toutwardly of the device for 
appropriate disposal. 

For inserting the leading end of the thm sheet- metal strip to be uncoiled into the 
device, the clamping frame is moved into the cutting position, the metal strip is 
advanced by a drive-equipped reel and/or straightening system and pushed between the 
clamping elements of the clamping frame where, upon completion of this step, it is 
gfaspedgrigEid and tensioned in the direction transverse to the feed direction. 
SubseQu e ntlv FoUowing cutting , the clamping frame with the thin sheet- metal strip 
stide sis moved mto the depositing position. Pull-out rollers then gfaspgrjg the metal 
strip for further stepwise uncoiling. Th e released After removal of the blanks, the 
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clamping frame , holding th e edg e of the strip, is released and moves back into the 
cutting position to initiate the next cutting operation. 

If metal plates are to be processed, these are placed in the cutting position on the 
processing platform, which lifts them to the level of the clamping frame. The clamping 
frame , movin g moves from the depositing position into the cutting position, gase serips 
the edge of the plate between its clamping elements and, once fully retracte d which , 
clamps and holds the metal plate. 

The device for implementing the method for cutting eut-sheet- metal blanks 
consists of an essentially conventional reel entegn which the thin metal strip is coiled. 
Following the reel is a similarly conventional straightening unit for the uncoiled strip. 
Directly following the straightening unit is a cutting machine that is provided, in the 
feed direction of the metal strip, with a side by side c utting platform and a^depositing 
platform.-Th e On the exit side of the cutting machine in turn is followed bv are pull-out 
rollers and a disposal unit that cuts up the residual strip. Located in the cutting position 
is an ess e ntially! conventional work support table that supports theg processing 
platformT-tha t which is equipped with a suction device and-that can be raised to the 
processing level to held-u psupport the uncoiled strip or, as appropriate, to lift the metal 
plates. Located in the depositing position is an elevating table that supports the 
depositing platform and can be lowered in adaptatio n to adapt to the stacked blanks. A 

The clamping frame moves between the cutting position and the depositing 
position. The clamping elements of the clamping frame that gfas pgrip the edges of the 
metal strip can be moved toward each other by compressed- air-operated inflatable 
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tubes. The horizontal clamping of the metal strip in the transverse direction relative to 
the movement of the clamping frame is accomplished by means of compressed- air 
cylmders that operate within a finite range. 

The clamping frame is equipped with a positional measuring unit that detects 
deviations of the clamping frame after its movement from the cutting position to the 
depositing position and sends correspondmg signals for an appropriate positional 
correction of the cutting head in order to attain the setpoint position of the blanks. 
BRIEF DESCRIPTION OF THE ATTACHED DRAWING 

The following description of an implementation example will explain this 
invention in more detail. Th e attach e d drawing 

Figure 1 is a schematic tetepa lelevational view ohowing the configuration of 
theofj device for cutting e»t-sheet- metal blank s embodving the present invention . 

DETAILED DRSCRI PTION OF THE ILLUSTRATED EMBODIMENT 
Th e device for cutting out sh o ot m e tal blanks cncompaGGOs Figure 1 diagrammatical Iv 
illustrates a laser cutti ng machine embodving the present invention for cutting sheet 
metal blanks from strin. The machine includes a reel 1 that holds a coil 2 of thin sheet- 
metal strip materia l. Th e reel l, ^Meh is followed by a straightening unit 3 for 
sfraightening the uncoiled metal strip 4. The straightenmg unit 3 is directly followed by 
a cutting machine 5. In the feed durection of the metal strip the cutting machine 5 
has a cutting platform 6 and a depositing platfor m 12 in a denositing position 7. The 
cutting machme 5 is followed by pull-out rollers 8 that tension the strip 4 in the 
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longitudinal direction and serve to advance the strip 4, as woll oo by^ a disposal unit 
9 that cuts up the residual skeleton strip 4. 

Located in the cutting position 6 are a work table 11 that supports a processing 
platform 10 and a suction unitT (not showorl that can be raised against the metal strip 4 
up to the processing level (as^indicated by an arrow) to support the uncoiled strip 4. 
Located in the depositmg position 7 is an ej«vat4n gelevatable table 13 (movable as 
indicated by an arrow) that supports the depositing platform 12 and can be raised or 
lowered in adaptatio n to adapt to the stacked blanks. SlidingSM^ at the processing 
level between the cutting position 6 and the depositing position 7 is a clamping framcy 
14. movable as indicated by a double arrow above it7-wbidiT^=ffi§Js engaged by a 
cam on thea gantry (not illustrated^ and is moved with the metal strip 4 into the 
depositing position 7 and back, as indicated by the double arrow, between the 
depositing position 7 and the cutting position 6 of the movable cutting head 6. 

The clamping frame 14 features clamping elements that gfaspgi^ the edges of 
the sheet metal. To that effect^ the clamping elements can be moved toward each other 
by compressed- air-operated inflatable tubes. In the transverse direction relative to the 
direction of travel, the strip 4 is tensioned by compressed- air cylinders that operate 
within a finite range. The clamping frame 14 is equipped with a positional measuring 
uni t (not shown) that serves to detect deviations of the clamping frame 14 from a desire 
position after it has moved from the cutting position 6 into the depositing position? 
seHd4 «g. The measuring unit sends appropriate signals for the positional correction of 
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the cutting head 15 so as to attain its that it is disposed in a setpoint position on the 
blanks. 
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Potent Claims: 

To process separate plates , these are p laced on the processin g platform where 
thev are gripped bv the clamping fra me following which thev are processed similarly to 
the strip. 

Thus, it can be seen from t he foregoing detailed description and drawing that the 
novel method and app aratus is simple to construct, easy to operate and adaptable to 
process strip or separate plates. 
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CLAIMS 



4-; Metho d L In a method for cutting oet-sheet- metal blanks pref e rably 

from a coil of thin sheet metal , with stepped strip: 

(a) u ncoiling and straightening ef-the metal strip in the longitudinal 
direction of the device or, as appropriat e , with the placement of metal plat e s on a 
processing surface, characterized in that, as a first operation, the metal strip ( 4 ) is 
jgrasped above the proces s ing platform (10) bv a direction in a stepwise manner: 

(b) gripping the metal strip above a processing platform (10) in a 
lateral clamping frame (14) and in its clamped state i s precu t having clamping 

elements: 

(c) initially cutting the clamped metal strip in a cuttmg position (6) 
essentially to all but th e to leave only residual webs that hold the blanks in the residual 
strip (4)r-thati 

(d) moving the pFe€«^metal strip (4) . remainin g while still clampedj 
is mov e d into a ^ Maj^depositing position (7) above a depositing platform (12) , that in 
this position, in a s e cond op e ration, the webs are cut and the blanks are stacked in 
sort e d fashion, and that i 

(e) cutting the webs to free the blanks and stacking the blanks in 
sorted fashion on the platform (12): 

(f) releasing the clamping elements and returning the clamping frame 
(14) to its initia l position: and 
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(g) thereafter conveying the residual metal strip (4) is conv e yed from 
the depositing position (7) te-afor disposal unit (9) . 
2. Method 

2. The method for cutting eut-sheet- metal blanks as in claim 1, 
charact e rized in tha t in accordance with Claim 1 wherein initially the leading end of the 
thm metal strip (4) initiallv is unrolled e #from the coil (2) 4 sand advanced between the 
clamping elements of the clamping frame (14) in the longitudinal directionr^hatr 
gfaspe d: wherein the strip, gripped by the clamping frame (14>r4t is-then tensioned in 
the transverse direction relative to the feed direction^-tha t: wherein the supporting 
processing platform (10) is moved u pupwardlv against the metal stri p and that. : and 
wherein, after the clamping elements are released following the second cutting 
operation and to initiate the subsequent operations, the released clamping elements of 
the returning clampmg frame (14) slide into the cutting position (6) past the strip (4) 
and into their home position. 
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3. Method for cutting out sh ee t metal blanks as in claim 1 , characteriz e d in that 
metal platco are placed in th e cutting position (6) on th e processing platform (10) 
of the dovico and, lifted by the latter to the level of the clamping frame (1 1 ), are 
pushed into and grasped and hold by the clamping frame (11) as it moves back 
from its depositing position (7). 

4^ Methe d 3. The method for cutting out sheet- metal blanks as in claim 

2, charact e rized in that, after the release of the proces s ing platform (10), the metal strip 
( 4 ), grasped and held by the clamping frame (II) and moved together with th e clamping 
frnm o n infn th e in accordance with Claim 2 wherein the m etal strip is advanced 
from the d epositing pnsirin n m in ndvnnrod to pull (7^ between pull-o ut rollers 
tla twhich tension the metal strip (4) in the longitudinal direction. 

5. M e thod for cutting out sh e et m e tal blanlcs as in claim 1, characterized in that the 
pr o cut m e tal strip (1) and th e cutting h o ad( o ) (15) arc moved into th e depositing 
position (7) wh e re the cutting heads (15) that performed the main precutting 
sever th e remaining w e bs. 

4. The method for cutting sheet metal blanks in accordan ce with Claim 1 
wherein the cutting steps are effected hv a laser cutting head(s'> and where in the initially 
cut metal strip (4) and the cutting head(s^ (15^ are moved fro m the cutting position to 
the depositing position (7^ at which the cutting head(s^ (15) th at performed the initial 
cutting sever the remaining webs. 
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Metbed 

5. The method for cutting ottt-sheet- metal blanks as in claim 5, 
Qhnrncteriz Q d in that, for sQverin g in accordance with Claim 4 wherein t he cutting 
head(s) (15) is/are guided along a curved path to sever the webs that hold the blanks in 
the metal strip (4) in noncritical locations in terms of the dimensional stability of the 
blank concemod, th e cutting hoad(s) (15) is/ar e guid e d along a curved pathb l^s. 

Metbe d 6. The method for cutting eu^sheet- metal blanks as in claim 

3. characterized i n in accordance with Claim 5 wherein that the clamping frame (14) 
holding the metal strip (4) as well as the empty clamping frame (14) isgig moved into 
the depositing position (7) an d, respectively, intoJ agkiQ the cutting position (6)t by 
means of cams that are connected to a guide svstem for the cutting- head-guide 

7. The method for cutting sheet metal blanks in accordance with Claim 1 
wherein a positional measuring svstem detects deviations of the strip from a setpoint 
position and corrects a positional control for the cutting head (15) to provide proper 
alignment of the cutting head (15) with the strip (4) after its movement from the cutting 
position to the depositing position. 
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8, In a method for cutting sheet metal blanks from plates, the steps 
comprising: 

(a) gripping a metal plate above a processing platform (10) in a 
lateral clamping frame (14): 

(h) initially cu tting the clam ped metal plate in a cutting position (6) 
to leave only residual webs that hold blanks in the residual plate (4): 

(c) movmg the metal plate (4) v^hile still clamped into a 
depositing position (7) above a depositing platform (12): 

(d) cutting the webs to produce free blanks and stacking the blanks in 
sorted fashion in the platform (12): 

(e) releasing the clamping elements and returning the frame (14) to 
its initial position: and 

(f) thereafter conveying the residual metal plate (4) from the 
depositing position (7) for disposal. 

9. The method for cutting sheet metal blanks in accordance with Claim 8 
wherein the cutting st eps are effected bv a laser cutting head(s) and wherein the initially 
cut metal strip (4) and the cutting head(s) (15) are moved into the depositing position 
(7) at which the cutting head(s) (15) that performed the initial cutting sever the 
remaining webs. 
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10. A cutting apparatus for cutting sheet metal blanks from a coil of thin 
sheet metal strip comprising: 

Device for implementing the method for cutting out she e t m e tal blanks as in 

claim 1 . charact e rized in that it e ncompa s s e s an e ss e ntially conv e ntional (a) 

a reel (1) for holding thea coil (2) , followed bv an essentially conventional of 
sheet metal: 

(h) a strip straightening and alignment unit (3) follow e d by ; 

(c) a cutting machine (5) with a^cutting head shead (15) and with a 
euttHftfr -. a processing p latform (6) and a depositing platform (7) , follow e d by 

(d) p ull-out rollers (8) and fmallv bv a on the downstream side of said 
cutting machine: 

(e) a strip disposal unit (9) that cuts up and collects the residual metal 
strip (4), with an e ss e ntially conventional work tabl e said cutting machine having a 
worktable (1 1) in the cutting position (6)t equipped with a suction device and 
supporting the proc e ssing platform (10). holding up a processing platform (10) for 
supporting the uncoiled metal strip (4) or accepting th e metal plat e s for placement in 
th e d e vic e , that ; 

(f) an elevating table (13) is-located in the depositing position (7)-4hat 
supports th e supporting a depositing platform (12) and can b e > said elevating table being 
lowered in adaptatio n to adapt to the deposited blanksj; an d that at the proces s ing 
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(g) a clamping frame (14) that gfase serips the metal strip (4), 
tensioning tensions it and holdin g holds it in the transverse direction relative to its 
travel direction, can b e move d said clamping frame being movable between the cutting 
position (6) and the depositing position (7). 

9-, Device as in claim 8, characteriz e d in that th e 
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11. The cutting apparatus in accordance with Claim 10 wherein clamping 
elements efes the clamping frame (14) can be moved relative to each other by means of 
compressed- air-operated inflatable tubes^ and thaH nwherein. the transverse direction 
relative to its travel direction^ the clamping frame (14) can be clamped by compressed- 
air cylmders within a finite range. 

40; Device as in claim 8, characterized in tha t 12. The cutting apparatus in 

accordance with Claim 10 wherein the depositmg platform (7) includes receptacles for 
accepti ng receiving the blanks. 
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44-: Device as in claim 8, characterized in that 13. The cutting apparatus in 

accordance with Claim 10 wherein the depositing platform (7) includes a conveyor 
system for carrving ou t transporting the blanks emanating from the cutting machine. 

45t Devic e as in claim 8, characterized in that, as th e 14. The cutting apparatus 

in accordance with Claim 10 wherein said cutting head (15) returns from its depositing 
position (7) into is reciprocable between the cutting position (6) t and the depositing 
position (7), said apparatus includinjg a cam driven by the cutting head (15) 
eagage sduring its movement and engaging the clamping frame (14) to effect its 
movement . 

13. Device as in claim 8> characterized in that, as the cutting head (15) moves from 
its cutting position (6) into the depositing po s ition (7) during the processing of 
m e tal plates, a cam engag e s th e clamping fram e (1 4 ). 
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Device as in claim 8> characterized in tha t 15. The cutting apparatus in 

accordance with Claim 10 wherein the clamping frame (14) eenneet sis connected to a 
positional measuring system that detects deviations in the position of the strip (4^ from 
to setpoint position and corrects the positional control of the cutting head(s) (15) 
proper alignm o nt o ft o properly align the cutting head (15) with the bten festrip (4) after 
its movement from the cutting position (6) to the depositing position (7). 
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Abstract; 

ABSTRACT 

Method and device for cutting out sheet- metal blanks preferably from a coil (2) 
of a thin sheet metal strip (4), with stepped uncoiling and straightening of the metal 
strip (4) in the longitudinal direction of the device or with the plac e ment of metal plates 
on a processing platform (10). In a first operation^ the metal strip (4) is graspedgogggd 
above the processing platform (10) by a lateral clamping frame (14) and tensioned in 
the transverse direction relative to the feed directio n and precut i n, ,_In a cutting position 
(6) Q fis o ntiallv to all bu t the strip (4) is initiallv cut except for the webs that hold the 
blanks in the residual strip (4). The Pfeei rtinitiallv cut strip (4), still clamped, is then 
moved into a depositing position (7) above a depositing platform (12) by means of puU- 
out rollers (8) that tension the metal strip (4) in the longitudinal direction. Ther e , in a 
second operation, th e w e bs are severed and the blank f j are stacked in sorted fashie Hr 
Th e r e after the r e sidual strip (A) is moved from the d e positing position (7) to a disposal 
unit (9). The precut strip (4) and the cutting head(s) (15) are jointly moved into the 
depositing position where the cutting bead shead(s) (15) that performed the main cutting 
operation s e v e r th e webs alon^ a curved path. The devic e severs the webs and the blanks 
are stacked in sorted fashion. Thereafter, the residual str i p (4) is mo ved from the 
depositing position (7) to a disposal unit (9). The apparatus consists of a reel (1) that 
holds the coil (2)t followed by a straightening unit (3) foUow e d and by a cutting machine 
(5) with cutting heads (15), a cutting position (6) and a depositing position (7), followed 
by pull-out rollers (8) and finally by a disposal unit (9) that cuts up and collects the 
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residual metal strip (4). Located in the cutting position (6) is a work support table (1 1) 
that supports the metal strip (4) unrolled e#from the coil (2) or on which the motal 
plat e n can be placed . Located in the depositing position (7) is an elevating table (13) 
that supports the depositing platform (12) and can 
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be lowered ift^d^tatieBa^ to the deposited blanks. Located at the processing 
level between the cutting position (6) and the depositing position (7) is a movable 
clamping frame (14) that ^=asps^ the metal strip (4), tensioning and holding it in the 
transverse direction relative to its feed direction in the cutting machine (5). Plates 
be processed hy rl^^mpin^ the frame rbe nmces<;in fT .t^tinn 



can 
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